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PLASTICS BAGS AND METHODS OF MAKING THE SAME 

This invention relates generally to plastics bags, and 
particularly to plastics bags which have been formed^ filled 
5 and sealed. The invention is also concerned with methods . of 
manufacturing such bags to incorporate means by which they can 
easily be opened. The invention is also concerned with tag 
material used as a means to facilitate the, opening of such 
bags . 

10 Plastics bags which have been formed, filled and sealed 

are often difficult to open because of the effectiveness of 
the seal- In many cases, the pulling force needed on the 
sides of the bag to open the top seal is substantial . 

It is an object of the present invention to provide means 
15 for more easily opening sealed bags, especially those which 
have been formed, filled with contents and sealed . 

It is also an object of the present invention to provide 
a method of manufacturing a plastics bag to incorporate means 
for easy opening . 
20 In accordance with one aspect of the present invention 

there is provided a plastics bag comprising a pair of sides 
defining an openable mouth along one margin of the sides, a 
seal extending parallel to said margin to close the sides, and 
a tag within a part of the seal which can be withdrawn and 
25 used to open a zone of the seal to permit access to the 
interior of the bag. 

Preferably, the tag is positioned substantially centrally 
of the said margin of the bag. 

Preferably, the tag is folded to lie within the contour 
3 0 of the bag sides until withdrawn. 

In a preferred embodiment, the tag is folded in a 
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generally M-shaped configuration in cross-section, with the 
outside surfaces of the outside legs of the tag being sealed 
to the seal and/or to the sides of the bag, and with the 
inside legs being arranged to be withdrawn from between the 
5 outside legs. 

It is of assistance if the inside surfaces of the outside 
legs of the tag are in peel seal engagement with the outside 
surfaces of the inside legs of the tag in said M-shaped 
configuration . 

10 The tag is preferably provided with a line of weakness, 

e.g. perforations, along the junction of the inside legs of 
the tag . 

In a preferred embodiment, the bag has two seals 
extending parallel to the said margin, one of which is a 
15 reclosable zipper seal. 

Preferably, the zipper seal has marginal flanges 
extending laterally from interengageable male and female 
closure members, and the tag is sealed to the inside surfaces 
of flanges extending from the closure members towards the 
20 mouth of the bag. 

In accordance with another aspect of the present 
invention there is provided a method of manufacturing a 
plastics bag which includes providing a seal parallel to a 
margin of a bag which defines an openable mouth, and 
25 incorporating into a part of the seal a tag which can be 
withdrawn and used to open a zone of the seal to permit access 
to the interior of the bag. 

In one preferred method, the method includes sealing the 
tag to flanges of a reclosable zipper seal having 
30 interengageable male and female closure members, sealing the 
zipper seal and tag to a host material which is to form the 
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sides of the bag, forming the bag, and creating A second seal 
parallel to said margin, on the side of the zipper seal --/hich 
is closer to the mouth of the bag, with the tag extending 
through the second seal . 
5 In an alternative method, the method includes sealing the 

tag to a host material which is to form the sides of the bag, 
forming the bag, and creating the seal parallel to said margin 
with the tag extending through the seal. 

It will therefore be appreciated that the present 

10 invention can be used both with bags which incorporate a 
reclosable zipper seal along with the top seal, and also with 
bags which have a top seal only. 

Also in accordance with the invention there is provided 
tag material comprising an elongate strip comprising a first 

15 layer having an outside surface suitable to be sealed to a web 
of plastics material and a second layer having an outside 
surface having peel-seal properties, wherein the strip is 
folded about its longitudinal axis into a generally M-shaped 
configuration with the first layer on the outside and with the 

20 outer legs of the folded strip extending beyond the tuck. 

The tag which is used as the agent by which the seal can 
be broken and the bag opened is preferably a piece of 
laminated material. The laminated material preferably 
comprises an outer layer to be sealed to the host film, a 

25 layer to provide the tag with strength, a layer to provide the 
tag with thermal insulation and a peel seal layer. 

The method of manufacturing a bag in accordance with the 
invention is particularly appropriate for use with a zipper 
strip applied transversely to the direction of advance of the 

30 host material, i.e. using cross-web technology. 

In order that the invention may be more fully understood, 
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a number of presently preferred embodiments will now be 
described by way of example and with reference to the 
accompanying drawings . In the drawings : 

Fig. 1 shows the structure of a laminated material 
5 suitable for use as a tag in accordance with the present 
invention; 

Fig. 2 shows the laminated material folded to make a tag; 
Fig. 3 is a sectional view showing the insertion of a 
folded tag into a zipper strip; 
10 Fig. 4 shows the zipper strip and tag sealed to a host 

material; 

Fig. 5 shows a modified embodiment where just the folded 
tag is sealed to the host material; 

Fig. 6 is a schematic view of a sealing jaw construction 
15 on a form-fill-seal machine for use in the method according 
to the present invention; 

Fig. 7 is a front view of a bag in accordance with the 
invention provided with a top seal, a zipper seal and a tag; 

Fig. 8 is a top view of the bag of Fig. 7; 
20 Fig. 9 shows the bag of Fig. 7 with the tuck of the tag 

withdrawn; 

Fig. 10 shows the bag of Fig. 9 with the tag opened; and 
Fig. 11 is a front view of a bag in accordance with the 
invention provided with just a top seal and a tag. 

25 Referring first to Fig. 1 there is shown a laminated 

material 10 for use in making tags for use in bags in 
accordance with the invention. The material 10 comprises an 
outer layer 12 of a material suitable to be sealed to a host 
material, i.e. a plastics film. One suitable material is 

30 polyethylene."' Next to the polyethylene layer 12 is 'a layer 
14 to give the laminate strength. This can be of polyethylene 
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terephthalate (PET) material . There is then a layer 16, for 
example of foil material, to give the laminate heat insulation 
properties. Next to this layer is a layer 18 of material 
which has peel seal properties. These layers are bonded 
5 together. A line of perforations 20 is provided centrally 
along the length of the laminate material to provide a line 
of weakness. These perforations can be holes or slits through 
the laminate. 

The laminate material 10 can be stored on a roll . The 

10 laminate material is folded, as shown in Fig. 2, substantially 
into an "M" shape, with two outer legs 13a, 13b and two inner 
legs 15a, 15b which form an inner tuck. In Fig, 2 is shown 
an embodiment of tag material which has only the two layers 
12 and 18, Each of the intermediate layers 14 and 16 of Fig. 

15 1 can be regarded as optional, although desirable. The outer 
legs extend down beyond the tuck and the line of perforations 
20 is then at the bottom of the tuck, i.eT at the junction of 
the inner legs 15a, 15b. The material can be stored on a roll 
already doubled over about the perforation line 20 and with 

20 the tuck folded in and with the peel seal layer surfaces which 
are then facing one another welded together. The facing 
surfaces of peel seal material are sealed together, as 
represented by the ^^crosses" in Fig. 3. Alternatively, the 
peel seal layer surfaces can be welded together at a 

25 subsequent stage in the manufacture of the bag. 

A section of the folded laminated material 10 is fed into 
an applicator and is cut to length to make a tag 17. Adhesive 
is then applied to the outer faces 19 of the outer layer 12 
in the region of the outer legs 13a, 13b which extend beyond 

3 0 the tuck and the tag 17 is then inserted between the top 
flanges 22 of a cross web zipper 24 as shown in Fig. 3. The 
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adhesive thus sticks the tag 17 to the zipper 24, 

In one embodiment of fcrm-f ill-seal machine, the zipper 
24 and tag 17 are then sealed jointly to the host material 26 
as shown in Fig. 4. The host material 26 is a length of 
5 plastics film or web from which the bag is to be made. They 
can be applied to the film using a cross web technique, and 
sealed in position. This is done if the bag is to have both 
a top seal and a zipper seal. 

If the final bag is not to include a zipper seal, but 

10 only a top seal, then the folded tag 17 is not affixed to a 
zipper strip as shown in Fig. 3, but is sealed by itself to 
the host material 26, as shown in Fig. 5. The tags 17 are 
positioned at appropriate intervals along the length of the 
advancing host material 26. 

15 The host material 26 carrying the zippers and tags (Fig. 

4) , or the tags alone (Fig. 5) , is then run as normal through 
a form- fill -seal machine including passage over a forming 
shoulder. Fig. 6 shows the sealing jaw construction used to 
seal the bag after filling when the bag is to incorporate both 

20 a zipper seal and a top seal. The sealing jaw construction 
comprises upper sealing jaws 28 and zipper sealing jaws 30. 
The upper jaws 2 8 incorporate impulse or resistance heating 
means in their facing surfaces 29 to effect the required top 
seal. The web material 26 is thereby sealed to itself along 

25 the greater part of the width of the bag, but in the area of 

the tag 17 the web material 2 6 is sealed to those parts of the 

outside surfaces of the outer legs 13a, 13b of the tag which 

are in alignment with the tuck. Similarly, the lower jaws 3 0 

effect the sealing of the zipper seal flanges to the web 

30 material 26. The jaws also incorporate ,a knife 32 to sever 

7 

the bags. In Fig. J& there is indicated a spacing x. This 
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is the minimum distance required to incoirporate the tag. Upon 
the top end seal of the bag being made by the jaws 28, the tag 
17 protrudes through the seal with the outer portions of the 
tag sealed to the host film. This is illustrated in Fig. 7 
5 which shows the bag construction. Here there is a top seal 
34 and a zipper seal 36 and a bottom seal 38. The tag is 
sandwiched between the webs of the film and the distance 
between the top seal 34 and the top end of the bag is again 
X as in Fig. 6. This distance x can be approximately 5 
10 millimetres. 

If the bag incorporates no zipper seal 36, but only a top 
seal 34, then the tag 17 will simply protrude from the top 
seal 34, as shown in Fig. 11. 

Fig. 8 shows a top view of the bag with the tag 17 in the 
15 centre of the seal . 

In order to open the sealed bag the tucked- in portion of 
the tag is pulled up by a finger as shown in Fig. 9, with the 
peel seals opening. This creates a protruding loop. A finger 
can then be inserted into the loop of the tag to break the 
20 perforations 20. This creates two protruding flaps. When the 
two flaps of the tag which are thus created are pulled apart 
the peel seal material of the tag overlaid by seal 34, and by 
seal 3 6 if present, will give, allowing entry to the inside 
of the bag through the opened tag, as shown in Fig. 10. The 
25 opening of the peel seal material gives an access hole through 
the top seal 34, and through the zipper seal 36 if provided/ 
directly to the interior of the bag. The opening can then be 
enlarged. 



